CHAPTER II
OILS AND COMPOUNDS FOR DIFFERENT
MACHINING OPERATIONS
THE diversity of practice which exists in the use of oils
and compounds on metal-cutting1 tools is largely due to
numerous variable factors entering into the action of an
oil or cutting compound which make it difficult to deter-
mine exactly the nature of the service performed by the
fluid. When one manufacturer is using a soluble cutting
compound costing, say, two cents a gallon, and another
manufacturer uses petroleum oil costing twenty-four cents
a gallon for the same purpose, it would appear that the
latter practice involves unnecessary expense, and possibly
this is the case. But the difference may not be so marked
as a mere comparison of costs makes it appear, owing to
the fact that the oil may wear longer and may enable the
cutting tools to be operated for a greater length of time
before they require grinding; or the work may be improved
in quality and the wear of machine-tool equipment
decreased.
Mineral Lard Oil Mixtures. A careful investigation of
practice in representative American manufacturing plants
goes to show that there are particular classes of work in
which each of the commonly used coolants gives exception-
ally good service. Pure lard oil is very effective, but owing
to its high price, the use of lard oil undiluted is not gen-
erally recommended except for such machining operations
as tapping, reaming, and similar classes of work where a
high finish and great accuracy are required.
For automatic screw machine work some manufacturers
use pure lard oil, but here the need of a large volume of
oil causes the question of economy to play an important
22